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(57)Abstract: 

PURPOSE: To maintain performance of a solid tire, so as to 
improve traveling stability and durability by providing a specific 
groove opening in the axial center part, and continuing in the 
circumferential direction or a groove part having the groove 
depth on the inner peripheral surface of a tire base body. 
CONSTITUTION: A groove part 6 opening in the axial center 
part and continuing in the circumferential direction is provided 
on the inner peripheral surface 3, to the attached to a rim base 
19, of a rim 16. The sectional shape in the tire radial direction 
of this groove 6 is formed into a rectangle or a trapezoid, and a 
projecting shape where groove wall surfaces 7 are folded like a 
step, and the groove width WD is 0.1 to 0.7 times of the axial 
length WB of the inner peripheral surface 3, and the groove 
depth HD is 0.1 to 0.7 times of the tire sectional height HT fron 
a bead line H to the radial outermost end of a tread surface 5. 
Moreover, they are connected to each other by a joint member 
9 extended across the groove wall surfaces 7. Accordingly, 
rolling resistance can be decreased, fuel consumption can be 
saved, and riding comfort and durability can be improved. 
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* NOTICES * 

JFO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 

2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The base rubber layer equipped with the inner skin attached in the rim base side of the rim which 
equips the both-sides section with one pair of rim flanges, To said inner skin of the tire base which has the 
cross-section configuration of the shape of a pneumatic mold solid tire which consists of a tread rubber layer 
which is allotted to the radial outside of said base rubber layer, and forms a tread side While carrying out 
opening in the shaft-orientations center section of this inner skin and following a circumferencial direction, 
the die length WB of the shaft orientations of the inner skin of said base rubber layer 0.1 to 0.7 times the 
flute width WD of a cross section The pneumatic mold solid tire of the hollow which comes to prepare the 
slot which has 0.1 to 0.7 times as much channel depth HD as tire cross-section height HT. 
[Claim 2] Said slot is the pneumatic mold solid tire of the hollow according to claim 1 characterized by 
having the splice material which is attached by the inner skin side between the groove face sides where this 
slot faces each other, and straddles between this groove face side. 

[Claim 3] It is the pneumatic mold solid tire of the hollow according to claim 2 characterized by being the 
annular solid which attaches splice material in the step while said slot makes the groove with a stage which 
made the inner skin side wide, and closes a slot. 

[Claim 4] Said splice material is the pneumatic mold solid tire of the hollow according to claim 2 
characterized by having one 0.5 to 2.0 times the thickness G of HF in the flange height of said rim flange 
from the inside which gets each other into a rim base side. 

[Claim 5] Said splice material is the pneumatic mold solid tire of the hollow according to claim 2 
characterized by a JISA degree of hardness consisting of a rubber constituent which is 60 - 85 degrees. 
[Claim 6] The base rubber layer equipped with the inner skin attached in the rim base side of the rim which 
equips the both-sides section with one pair of rim flanges, To said inner skin of the tire base which has the 
cross-section configuration of the shape of a pneumatic mold solid tire which consists of a tread rubber layer 
which is allotted to the radial outside of said base rubber layer, and forms a tread side While carrying out 
opening in the shaft-orientations center section of this inner skin and following a circumferencial direction, 
the die length WB of the shaft orientations of the inner skin of said base rubber layer 0.1 to 0.7 times the 
flute width WD of a cross section It is the pneumatic mold solid tire and its manufacture approach of the 
hollow which comes to prepare the slot which has 0.1 to 0.7 times as much channel depth HD as tire cross- 
section height HT. The outside metal mold which forms the mold cavity of a cross-section configuration 
which makes the shape of a pneumatic mold solid tire by being divided in a tire equatorial plane and 
doubling, With the vulcanization shaping metal mold which consists of a metal core which consists of a 
segment which is divided into a hoop direction and forms in the method of the inside of radial at least four 
in which sampling is possible, and said slot The manufacture approach of the pneumatic mold solid tire of 
the hollow characterized by carrying out vulcanization shaping of the pneumatic mold solid tire of the 
hollow equipped with said slot. 

[Claim 7] Said core is the manufacture approach of the pneumatic mold solid tire of the hollow according to 
claim 6 characterized by an unvulcanized rubber being allotted by this cavity casting or by injecting in an 
unvulcanized rubber at the peripheral face of a core while being allotted to said cavity of outside metal 
mold. 

[Claim 8] The manufacture approach of the pneumatic mold solid tire of the hollow according to claim 6 
characterized by inserting this raw covering tire in said cavity of said outside metal mold, and vulcanizing it 
with a core after allotting an unvulcanized rubber to the peripheral face of said core and forming a raw 
covering tire. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention is faced manufacturing the pneumatic mold solid tire of the hollow 
excellent in performance-traverse ability including riding comfortability, and endurance, and its tire, and 
relates to the manufacture approach which can shorten vulcanizing time and can be manufactured 
economically. 
[0002] 

[Description of the Prior Art] Since the stability of the posture serves as requirements, generally as for the 
fork lift truck used as an object for conveyance in works or a warehouse, a solid tire is widely used rather 
than a pneumatic tire. 

[0003] While a solid tire has the advantage which has little bending and stabilizes the posture of a car 
compared with a pneumatic tire at the time of a transit halt by fabricating a rubber constituent solid, since 
weight is heavy and solid, it has the fault that generation of heat and rolling resistance are inferior to a large 
next door pan also in riding comfortability as compared with a pneumatic tire. 

[0004] And compared with the pneumatic tire of the same size, the volume of a solid tire of rubber is large, 
and, for this reason, vulcanization takes time amount to it, and it has the problem that generating of a poor 
appearance, such as a bear, is high. 

[0005] The spread of solid tires was barred by such reason, and constraint was shown in attaining 
enlargement of a solid tire. 

[0006] As a result of repeating research wholeheartedly that artificers should solve said trouble, the slot 
which carries out opening by the inner skin of a tire is prepared, In order to eliminate said fault, without 
spoiling the function as a solid tire for the flute width and channel depth of the slot Regulating that the 
dimension regulation is required and said flute width, and a channel depth dimension by the ratio with the 
appearance of a tire completed the pneumatic mold solid tire of the hollow of header this invention for the 
desirable thing. 

[0007] On the other hand, on the occasion of manufacture of the tire of said configuration, especially 
shaping of a slot, it found out that said tire could be manufactured with a sufficient precision by the 
approach of blow molding with high-pressure air like the conventional pneumatic tire by it becoming clear 
that the precision cannot hold and using the core which consists of a segment of a new configuration of not 
having been adopted in a pneumatic tire. 

[0008] This invention aims at offer of the manufacture approach that the performance-traverse ability, 
pneumatic mold solid tire, and tire of the hollow excellent in endurance can be manufactured economically, 
holding the engine performance of the conventional solid tire. 
[0009] 

[Means for Solving the Problem] The base rubber layer which the 1 st invention of this application is a 
pneumatic mold solid tire in the air, and was equipped with the inner skin attached in the rim base side of 
the rim which equips the both-sides section with one pair of rim flanges, To said inner skin of the tire base 
which has the cross-section configuration of the shape of a pneumatic mold solid tire which consists of a 
tread rubber layer which is allotted to the radial outside of said base rubber layer, and forms a tread side 
While carrying out opening in the shaft-orientations center section of this inner skin and following a 
circumferencial direction, the slot which has the die length WB of the shaft orientations of the inner skin of 
said base rubber layer 0.1 to 0.7 times the flute width WD of a cross section and 0.1 to 0.7 times as much 
channel depth HD as tire cross-section height HT is prepared. 

[0010] Moreover, the splice material which is attached by the inner skin side between the groove face sides 
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where this slot faces each other, and straddles between this groove face side can be prepared in said slot. 
[001 1] In addition, while making a slot into the groove with a stage which made the inner circumference 
side wide, as for splice material, it is desirable to consider as the annular solid which is attached in the step 
and closes a slot. 

[0012] Moreover, the base rubber layer equipped with the inner skin attached in the rim base side of a rim 
where the 2nd invention of this application equips the both-sides section with one pair of rim flanges about 
manufacture of the pneumatic mold solid tire of said hollow, To said inner skin of the tire base which has 
the cross-section configuration of the shape of a pneumatic mold solid tire which consists of a tread rubber 
layer which is allotted to the radial outside of said base rubber layer, and forms a tread side While carrying 
out opening in the shaft-orientations center section of this inner skin and following a circumferencial 
direction, the die length WB of the shaft orientations of the inner skin of said base rubber layer 0.1 to 0.7 
times the flute width WD of a cross section It is the pneumatic mold solid tire and its manufacture approach 
of the hollow which comes to prepare the slot which has 0.1 to 0.7 times as much channel depth HD as tire 
cross-section height HT. The outside metal mold which forms the mold cavity of a cross-section 
configuration which makes the shape of a pneumatic mold solid tire by being divided in a tire equatorial 
plane and doubling, With the vulcanization shaping metal mold which consists of a metal core which 
consists of a segment which is divided into a hoop direction and forms in the method of the inside of radial 
at least four in which sampling is possible, and said slot It is the manufacture approach of the pneumatic 
mold solid tire of the hollow characterized by carrying out vulcanization shaping of the pneumatic mold 
solid tire of the hollow equipped with said slot. 

[0013] In said manufacture approach, to said cavity of outside metal mold, an unvulcanized rubber may be 
inserted and vulcanized with a core at the cavity of outside metal mold, casting or after injecting, and 
allotting an unvulcanized rubber to the peripheral face of a core and forming a raw covering tire. 
[0014] 

[Function] In the 1 st invention, since, as for the tire, the rim is equipped with the pneumatic mold solid tire- 
like cross-section configuration for the rim flange in preparation for the both-sides section, precision can 
improve this tire firmly rim ****. 

[001 5] Moreover, the tire base was equipped with the slot which carries out opening by inner skin, and the 
flute width and channel depth are regulated. By this, compared with the solid tire of the same size, the 
rigidity of a tire base softens, riding comfortability improves, the temperature up of a tire is controlled by 
carrying out stripping of the generation of heat moreover produced at the time of transit to said slot, 
continuation transit of long duration is attained, and endurance may be improved. And since it compares 
with the conventional solid tire and becomes lightweight, rolling resistance decreases and reduction of fuel 
consumption can be aimed at. 

[0016] Less than 0.1 times or channel depth HD of said cross-section die length WB of inner skin in 
addition, in less than 0.1 times of tire cross-section height HT [ the flute width WD of a slot ] The above- 
mentioned operation of the above-mentioned temperature up control, improvement in endurance, reduction 
of**** resistance, etc. cannot demonstrate, and a flute width WD surpasses 0.7 times of said cross- section 
die length WB conversely, or when channel depth HD surpasses 0.7 times of tire cross-section height HT It 
is because the rubber thickness of a tire base becomes thin, traumata, such as a side cut tread cut, arise and 
endurance is reduced. 

[0017] When splice material is furthermore prepared in a slot ranging over between groove face sides, the 
rim **** precision of a tire increases, and adjustment of bending can be performed easily, and riding 
comfortability and endurance can be raised farther. Furthermore ****** with a rim becomes high and a rim 
slip etc. is prevented. 

[001 8] In the 2nd invention, it is the approach of vulcanizing by the cavity of the outside metal mold which 
allotted the unvulcanized rubber to the peripheral face of the core divided into the hoop direction, and was 
divided with the core in the tire equatorial plane. Therefore, precision can improve said slot a ** form at the 
time of vulcanization. 

[0019] Moreover, since a core is divided into a hoop direction and it is formed in the method of the inside of 
radial of the segment in which sampling is possible, removal of the core after vulcanization can be carried 
out without making a tire deform, and the dimensional accuracy of a tire is held. 

[0020] Furthermore, the core is formed using the metal, therefore can warm a raw covering tire through a 
core. While comparing with the conventional solid tire, being able to warm and vulcanize a tire base earlier 
and equally by this and raising vulcanization quality, since vulcanizing time can be shortened, working 
capacity is raised, and economical production can make. 
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[0021] 

[Example] One example of this invention is explained based on a drawing below. In drawing 1 , the 
pneumatic mold solid tire 1 in the air is equipped with the cross-section configuration of the shape of a 
pneumatic mold solid tire formed of the base rubber layer 12 which has the inner skin 3 which fits into a rim 
16, and the tread rubber layer 13 in which it is allotted to the radial outside of this base rubber layer 12, and 
a peripheral face makes the tread side 5. 

[0022] Moreover, the pneumatic mold solid tire 1 in the air is equipped with the tire base 2 surrounded by 
the inner skin 3 attached in the rim base 1 9 of said rim 1 6, one pair of side-attachment-wall sides 4 and 4 
extended toward the method of the outside of radial along with the rim flanges 17 and 17 of a rim 16, and 
the tread side 5 to which between the radial outer edges of these side-attachment-wall sides 4 and 4 is 
connected. 

[0023] In addition, in this example, said inner skin 3 is formed as taper **** whose diameter is expanded on 
shaft-orientations both sides centering on the tire equatorial plane C. 

[0024] The slot 6 which carries out opening in the center of shaft orientations of this inner skin 3, and 
follows a circumferencial direction is established in said inner skin 3. As for the tire radial cross-section 
configuration of this slot 6, the convex shape to which a parabolic edge section besides a rectangle cross 
section and two groove face sides 7 and 7 which face each other further bend in the shape of a stage, or the 
groove face side 7 may be formed of a curved surface. 

[0025] However, even if a flute width WD is 0.1 or more times and the maximum part of the die length WB 
of the shaft orientations of inner skin 3 in the minimum part, it is made into 0.7 or less times of said die 
length WB. On the other hand, channel depth HD is set as the 0.1 to 0.7 times as much range as tire cross- 
section height HT which is the distance from the bead base line L of a tire to the radial outermost edge of the 
tread side 5. 

[0026] In this example, the groove face side 7 where this slot 6 faces each other in a slot 6, and the splice 
material 9 which straddles these groove face sides 7 and 7 among seven are formed. In order to attach this 
splice material 9, the step 10 from which inner skin 3 becomes wide is formed in the groove face side 7 of a 
slot 6. 

[0027] In this example, wide section 6A made wide and this wide section 6A are connected to an inner skin 
3 side through a step 10, and a slot 6 is located in the method of the outside of radial of narrowness pars 
intermedia 6B and this pars intermedia 6B as compared with wide section 6A, and is formed of extensive 
slot 6C which becomes wide from pars intermedia 6B the shape of radii at mileage and shaft orientations. 
[0028] Moreover, the tire base 2 consists of a base rubber layer 12 which forms said inner skin 3, and a tread 
rubber layer 1 3 in which a peripheral face makes said tread side 5 by being allotted to the radial outside of 
this base rubber layer 12 in this example. 

[0029] The base rubber layer 12 is higher than height HF of the rim flange 17 of said rim 16, and the height 
HC is formed in 15 - 50% of range of the radial cross-section height TH of a tire. Moreover, the 
reinforcement rubber constituent with which the base rubber layer 12 mixed 3-30mm die length and the 
staple fiber code preferably cut into 5- 10mm die length for organic fiber tire cords, such as nylon and 
polyester, as for example, a staple fiber code is used. The rigidity and compressibility can be raised by using 
for the base rubber layer 12 the rubber constituent which mixed these staple fiber codes 30 to 40% of the 
weight. In addition, the base rubber layer 12 may be formed by the hard rubber material independent, 
without reinforcing with said staple fiber. 

[0030] The rubber constituent whose JIS(A) degree of hardness is about 60 - 75 degrees is used for the tread 
rubber layer 13, and the rubber constituent excellent in abrasion resistance and cut-proof nature is used. 
When said degree of hardness turns into 60 or less degrees, it is inferior to cut-proof nature and abrasion 
resistance, and if 75 JIS degrees of hardness are surpassed, the grip engine performance will fall. 
[003 1] As for the splice material 9, it is desirable by attaching in the step 10 of said slot 6 that the thickness 
G which is the radial height of owner Perilla frutescens (L.) Britton var. crispa (Thunb.) Decne. makes the 
base where the inside 1 1 serves as inner skin 3 and abbreviation flush the 0.5 to 2.0 times as much range as 
HF in the flange height of said rim flange 17. 

[0032] When such splice material 9 is formed, the air by which it is placed between slots 6 can be 
intercepted with the open air, and the cushioning properties of a pneumatic mold solid tire in the air can be 
raised more. 

[0033] In addition, said thickness G is because the effectiveness which the effective opening of a slot 6 
became [ too little ], and formed the slot 6 will not arise if there is risk of a tire racing between rims 16 with 
rigid lack of the base rubber layer 12 by less than 0.5 times of HF in flange height and 2.0 times are 
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surpassed. 

[0034] Said splice material 9 is formed by this example with the comparatively hard rubber constituent 
whose JISA degree of hardness is 60 - 85 degrees. The airtightness of the opening which can hold the 
dimension of a tire cross direction with a sufficient precision when it attaches in a slot 6, and is formed in a 
slot 6 of this can be held. Moreover, ****** between rims 16 is raised and a rim slip can be prevented. 
[0035] Next, the manufacture approach (henceforth the manufacture approach) of the pneumatic mold solid 
tire 1 in the air is described. 

[0036] The pneumatic mold solid tire 1 in the air is manufactured using the vulcanization shaping metal 
mold 27 which consists of outside metal mold and a core 21 which forms the slot 6 of this tire 1 . The 
summary is in vulcanizing raw tire 2 A which becomes the peripheral face 22 of a core 2 1 from an 
unvulcanized rubber with a core 21 by the cavity 24 formed in the outside metal mold 23. 
[0037] A core 21 has the peripheral face 22 in alignment with the configuration of said slot 6, as shown in 
drawing 2 and 3, and it is formed in a hoop direction of segment 21 A divided or more into four, and 2 IB—. 
Moreover, these segment 21 A and 2 IB— can be suitably sampled in detail using the drawing implement 31 
toward the method of the inside of radial. Moreover, each segment of a core 21 is formed using the high 
metal of the heat-conducting characteristic of steel, an aluminium alloy, etc. 

[0038] In drawing 3 , the example of division which consists a core 21 of a segment of 12 was shown, and 
1st segment 21 A— of the trapezoidal shape which serves as narrowness toward the method of the outside of 
radial, and 2nd segment 2 1 B— which makes a flabellate form toward the method of the outside of radial are 
arranged to the hoop direction by the ratio of 1 :2 by this example. 

[0039] As shown in drawing 3 , 2nd segment 2 IB can also be sampled without making the tire base 2 which 
Clearance g produced in the hoop direction and was vulcanized by this clearance g to the core 21 transform 
by sampling 1st segment 21 A one by one. 

[0040] In addition, when extensive slot 6C which **** in the groove bottom of a slot 6 exists like this 
example, the segments 26 and 26 of a bulge part can be taken out from the tire base 2 after vulcanization by 
trichotomizing a core 21 into shaft orientations by the rate and this example further for two or more minutes. 

[0041] The outside metal mold 23 forms the shaping vulcanization metal mold 27 with said core 21 . The 
outside metal mold 23 consists of pieces 36 and 36 of a mold in one pair which protruded the height 35 
which engages with one pair of pieces 33 and 33 of a dies body divided into two in the tire equatorial plane 
C, and the stop slot 34 established in the side face of said core 21 along with inner skin 3 while there being 
along the tread side 5 of the pneumatic mold solid tire 1 in the air, and the side-attachment-wall sides 4 and 
4. 

[0042] By combining these pieces 33 and 33 of a dies body, and the pieces 36 and 36 of an inside mold, 
when the cavity 24 which makes the shape of a pneumatic mold solid tire-like anchor ring is formed in the 
interior and a core 21 moreover engages with the piece 36 of an inside mold, in the tire cavity 24, said core 
21 is positioned and projects. 

[0043] Very, as shown in drawing 4 (A), raw covering tire 2A is formed by laying unvulcanized-rubber 12A 
for base rubber layers, and unvulcanized-rubber 13A for tread rubber layers on top of the peripheral face of 
a core 21 in the outside inside. 

[0044] while filling up the tire cavity 24 of the outside metal mold 23 with this raw covering tire 2A with a 
core 21 — association with the stop slot 34 of a core 21, and the height 35 of each piece 36 of a ** type — 
this — a core 21 is correctly positioned in the tire shaping cavity 24. 

[0045] The tire base 2 used as the pneumatic mold solid tire 1 in the air is formed the appropriate back by 
carrying out pressing of the raw covering tire 2A to the configuration of a pneumatic mold solid tire, and 
vulcanizing it with the periphery metal mold 23. Thus, while raw covering tire 2 A can absorb heat also from 
a core 21 by vulcanizing with a core 21 and being able to aim at compaction of vulcanizing time, the quality 
of the tire which the temperature up was equally carried out and was completed may be improved. 
[0046] The pneumatic mold solid tire 1 in the air vulcanized and fabricated divides the outside metal mold 
23, as shown in drawing 5 (A), and as shown in drawing 5 (B) the appropriate back, it demounts a core 21 . 
Like the above-mentioned, the core 21 is formed of at least four segment 21 A— and 2 IB—, and demounts a 
segment from the pneumatic mold solid tire 1 of sampling hollow in detail to the method of the inside of 
radial. In addition, when a bulge part is in a slot 6 like this example, finally the segment 26 of this bulge part 
is taken out. The pneumatic mold solid tire 1 in the air can be manufactured through such a process. 
[0047] Other manufacture approaches are shown in drawing 6 . In this example, while outside metal mold 
23 A is formed of the pieces 33A and 33A of a dies body, and the pieces 36A and 36A of an inside mold, in 
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cavity 24A of outside [ this ] metal mold 23 A, a core 29 is pinched and arranged in the pieces 36A and 36A 
of said inside mold, and forms the vulcanization shaping metal mold 27. 

[0048] An unvulcanized rubber 14 can load by injection or impregnation through the inlet 30 ****(ed) by 
outside metal mold 23A, said unvulcanized rubber is allotted to the peripheral face of a core 29 by the 
loading, and said raw covering tire 2A is formed in said cavity 24A. Moreover, said tire base 2 is formed by 
vulcanizing this raw covering tire 2A with a core 29. A core 29 is drawn out the appropriate back and the 
pneumatic mold solid tire 1 in the air is completed. Thus, the manufacture approach of this invention can be 
changed into the approach of various modes. 
[0049] 

[Effect of the Invention] Since the flute width regulated [ which carries out opening by inner skin like the 
above statement by the pneumatic mold solid tire of the hollow of this invention having a pneumatic mold 
solid tire-like periphery configuration ], and the slot which has a channel depth were prepared, while rolling 
resistance decreases as compared with the conventional pneumatic solid tire and being able to aim at 
reduction of fuel consumption, riding comfortability improves and much effectiveness — endurance is 
excellent — can be done so. 

[0050] In the manufacture approach which is **** 2 invention, since it is the approach of making it a 
summary to vulcanize a raw covering tire with the core for that slot formation among the cavities of outside 
metal mold, by carrying out heat transfer to a raw covering tire not only through outside metal mold but 
through this core at the time of vulcanization, the homogeneity of tire quality increases and economical 
production — vulcanizing time can be shortened — can make. 

[Translation done.] 
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[Drawing 1] 
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[Drawing 2] 
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[38*811) HttflBl;: l«^) , JA77>y ; S:M^ , JA 
<D U A^— J* SK&^t" £ftJ3® Afc^— A :*AJf 

ffjy 'J * H^-f-V^^S^^W-T'S^-f ^S^cDUl 

$|jb;£ft<2^&&£WB<7)0. 1—0. 7fg(D«?itiWD 

irgrSifiSHTOO. 1-0. 7{g<Dg?^£H 

^^y 'J K*-f -\*. 

±? £ T » Z> d i: ^4^^ £ 1" £ fW*« 2 E«<0 * 
flI*^iEU A77>^©77»*B$HF© 0. 5 
[i«3RJ»5] ffl85«**ftt. J I SAgS^6 0-8 5 

=f A«ys*w> sasct *»« t-r 2 tem 

[B*fi6] PH««K1»©U A77>y^:M^U A 
(D'J A^— ^®(ClK»"r^l*3^®Sr^Afe^— X=fAS 
mi2^— XzfAH©*a7&^4PJ^i2$nhUy K 
®£^/ST£ hi/7 K^AB^SfrS — i—^s/* 

ftb;5ft<£>$T®.^2WB£>0. 1 — 0. 7{g£>SrJiWD 

^-r -v^fciiS^HToo. 1-0. 7m<omm^H 
sivj y \* ? 1 ^vt&te?MMmvt<D** 

[ffll#J®7] WB^^tt* rt*SM>*>E*ir fx-MCE 

»m^*ct^cfco*^onHffi^*iiDtt=fA^iB3n 



(2) 4$K¥7- 1 2 5 5 0 6 

2 

*SSy U y 

fcfcfcttE»:ftffl©i>E** t*f>f iCffALTttHBrr* 
d £ 1"*i«3ftJH 6 E^O*^-^-^ y * 

[0 0 0 1 ] 

70 ttt»^ttt3&««nfe i t»!fi©=3.--e^y^iay u * k 

[0 0 0 2] 

[0 0 0 3] VUyHHtli :^A»J*«£y U y K 
Hft, «E*« 01^^0 5^ K t>£« A 0 9 

[0004] lt^*>, y u y H^-f ^tn^ x<dq% 

AO^-f-VKtt^T* z*A<&e«tt<:fc£<. d(7)fci6^n 

[0005] cOct9&ifti:«fcOV , JyK^'f+©» 
jo JW<tttf€>n, X, y U y K*-f +o*:SS!<b*H*K:tt 

[0006] 56w#6ttMEPaH^s»»-r'<<a*fiff 

40 [0 0 0 7] ffi*, lHE*lSO*'ft0BI, ^ICP^ 

[0 0 0 8] *589]«, «£*^y 'Jy K5^-f -frOttflE* 
50 5*ttiB*»a)««*BttiL,TV>*. 
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[0 0 0 9] 

(D-zL-^^yzmv »J v F^-f-VT&O* ffiflflSSici 
#0) 'J A 7 5 U AO U A^-^ffiiC&^rr 

ffijgtt£#T**<+£#©ffiErtJ5ffi£, cortraffi 

0. 1-0. 7{&©?grfiWD<h, ©rEi££HT<0 
0. 1-0. 7«©»iSI*HDt€:WrSjBB8S:»W-T 

[0 0 10] XMEWBSfctt* £©»«0>l*l<r^3»B 

[0 0 1 1] ^:*5»B8tt, rt««ftilil2:tbfc»#*tt 

[0 0 12] X, #«<DSS2 5S9Jte. t&tS4»^cr>— ^i- — 

Pa«ff£ 1 *KO UA7 7 >y^^^> 'J A CO g A^-* 

X^AJBOD^g^lRl^HWtwIB^nhUy FH*»J*T* 
hl/7 KdABtfr SftS^a-^f y *BV U y F* 

i" £ <h £ K IB — 7s 3 A M <0 ft m (O fib ^ [o] <D $r s 
g£WB(O0. 1 — 0. 7fgC0»rtJWD<h, ^-f-V^T® 
ifi£HTCO0. 1-0. 7e<DS^£HD££*fT*?fl 

[0013] MEHifi*Ssi-*3^Ttt, n^^otfrie^ 

[0 0 14] 

[flUfl] Sl56Wllw*^T«, g AteP»5flfl8Blcg 



(3) 4*BB¥7 - 1 2 5 5 0 6 

[0 0 15] X^-f+SttKte* rtJflHTBBaT^WW 

5EJft^S9E»J»^i*»5 Z £ \z ct o 

fflJSHj^n, ft»|IBC!>ai«SftfT38^I«tttO» B^ttSrffl 

[0 0 16] fe^»ffl©»r|3WD^rt«ffiO«rEWH!fi 
70 $WB(O0. 1«*KIX»4»»SHD*^^ -V»rEiS£ 

»C»rUWD^«IEWBfiSWBO0. 7 X 
iiiBSHD^-f ^Sr®iS£HT©0. 7{g£;iA* 
^tlCfcoT. ^<+W(cfl!)d > AJ»*«»<a:0»-f F* 
7 h. hl/y F*y HfO»fl(*f4i;B^tt*ttTS* 

[0 0 17] $6JC»8SJC«HffiMlwK^0«t#»*R 

20 *onfi^*8JwT*. BM?«t»Att*— Bits*? 

[0 0 18] JB2 5B9!fc*V»Ttt, ftfc 

+^<on^®i-*sa?S^A€iBb, -taw&fcfcfc* 
[boi9] x+^te* ffl*ifii^»w$n, ^o^g* 

[filrt^^tfe* 0 oJ^^ir y * > h «w J: o T»J** nx ^ 

[0020] ^eii^^s^^xMsntis 

[0 0 2 1] 

-^ItiU g A 1 6lcK^i-^F*9^®3^^r-r^)^-A3f 
A@12i, C©^— ArfAH 1 2©*g*lPl*HII"JtiB 
nflB^hUy HiB5S&tM/yHJA)ll 3 

ttCct^T^^nfcr.i-v^^^svg *v n^-f -v 

[0 0 2 2] XtSCZa-Vfvi'SV'JyK^^t 

ltt, etiisgAi 6<og a^-xi 9icK^-r^^s 

UA160)'JA77>yl7, 1 7l;f^T^ 
50 4<7)*g*rS]^i«Wl«:IS-S?M^^ FffiStH 
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[0 0 2 3] 6:*5*S6Jfi«ITtt«ItBrtJa®3J4. 94* 
[0 0 2 4] fflrdrtfflffi3lCl4, d0^®3O$lil^fS] 

[0 0 2 5] L^UjRrJiWDtt, * ©a/Jeffrie* I *T 
famW 3<D$di*^]CDfi$WBO0. 1(S&±. Xi^B 
ffiTfc^TfcMEfiSWBOO. 7«£JLTtUTl^. 

J&raifi£HTtf)0. 1 — 0. 7«0«SHJCR3£$^*. 
[0 0 2 6] #SMB«Ttt, »ffl6H*5UTttdO»ffl 

»gf6 0»a® 7*CF^H3#/£rlJ££t£g:BPl 0 £K 

[0 0 2 7] *8B6ttrt«S3ffl«C*5t^Tr|3 
JE£bfc/Tr|ig&6A<h, C<Dj£r|iffl6 A^ttRHBl 0* 
^LT^$n, l£rfiffi6 AKttlxTr|7«0*M»6B 
C(Otf B ^6 B0¥l*^*^tit, +BMB6 
B*&HSlttK©tf*^*fc*^ 

[0 0 2 8] ?L2<1^mW2\*, #*JB«JlC*^Ttt, 
milBl*3i^M3 i&MTS^-^^AS 1 2 ^(D^- 
X;f AH l 2 ©¥«#ffl*«cESn*|.«H*ilM3 h 1/ 
y FH 5 ftsfc-T hUy h'^AB 1 3 

[0 0 2 9] ^-X:=fAJf 1 2te-^Oiii£HC£iilf2 I J 
A 1 6^'JA77>yl 7<D^£HF<£0 t>iS<, t^O 

>$7^^co^@*rpiK®^$THCD i 5 — 5 o%<nffim^ 
— F£3-3 OramfiS, #*U< 1*5—1 0imnS$ 

ffiffl$n<5. cn6^jaatt»3-HS3 0-4 011% 

AJHl 2tt(WEH«»T**-r«»C4:«t<. 
[0 0 3 0] K3fA@l 3te* J I S (A) BEK 

*6 0«£lTl:W4B*yHt» »»«ttlc*0, X 
J I S@g7 SS^CASt^J 7^tt^iTt^. 
[0 0 3 1 ] i®^** 9 fflE»ffl 6 (OgSB 1 0 



(4) »BB¥7-1 2 5 5 0 6 

A77>y 1 7 (0:75>:/iS£H Ftf>0. 5 — 2. 0 
[0 0 3 2 ] CCDcfc-p*»^*J9$:SttfcJ8^^«, 81 

[0 0 3 3] ft:fcffiKrtffG#;77>vBiaHFa>0. 
5fS*»Ttt^-^^AH 1 2©PHttTJECJ;t) U A 1 

6topjj-c^<+'^aie"rs«:R^*o, 2. o<g^c 

[0 0 3 4] tOE*Hftt9tt. J I SAM* 

6 0-8 5ft©lt«M«K^^A*aj5Jc«»wJ:-pT»ri6a 

[0 0 3 5] jl— VfyJBVU * H^-f 

•So 

[0 0 3 6] tScDZi-^^SVUyHHtl 
tt, MSt, BW'fir 1CMMB 6 t»*t*W2 1 
£*>Sfc*lWtoS»&S!2 7*«^T«aw-*. ^<E>1£ 
Btt, 4^2 icpnsi2 2fC*inRS^A^6^^^^ 
<t2A^4I2 3»C*jS$ns*ir bf-r-r 2 4Tt 

^2 i (h^^ntinter^Cchtc^^o 

[0 0 3 7] 2 1H 13 2, 3JC^-r$D<ttJfB®^ 
6©Ml:f^^l2 2^l, il*lS3lC4^J^J:tC 
30 »ffl$n&t^>H2 1A, 2 1 B-lC<fcoT«J58$ 
n*. XCn6^)t^/>h21A, 2 1B-H ¥^ 

*Rirt*icrRj*^T38fi:3ia#*3 i*ffl^TJi-ticflfc 

[0 0 3 8] 0 3Ki3t>TW:* ^2 1$:120t^ 

3&^TrH«^ft*-&*ttO»10-b* r ^>H2 1A- 
t. *«*Wn*iClft3^t?TlBtt*<i:"r«2©*^/> 
40 K2 1 B-t*l : 20Jt*T?ffl*lP]lCE?"JUTV^. 
[0 0 3 9 ] EI3tC^*TJ:otC, SlOt^>h21 
A^ma^tfelR^Cl^lCct-DT, t^2 1i:H J^faK 

m ra g a* £ u c <d m n g \z & x m bs a n & * -r + x» 

2^^^a-&'5C:<t^<> ^2©t^>h2 1B$t) 
[0 0 4 0] *t43*§8Jfi«l©«fc5^, 3iaJ6(0»}|£lc4o 
^2 i £M#rsnctg&#fd, *«|Ttt3»«T«Ci*C 
50 6$r^-f -VS^*2 A^iRffifCt^ai**. 
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[0 0 4 1 ] *HfeiH2 3te, ttlfZ#=F2 1 ££blZI&M 
SMK&S8 2 7€r^i"^. ttft32 2 3te*&<£>-^-^ 

#0*VS!K-3 3* 3 3 £, rtHH3(C»t^ **0«HB* 

? 2 1 (ommizmv z>&±m 3 4 \z^-r 2>'&m& 3 5 

[0 0 4 2] ^n^,^)t3 3, 3 3X^rtS!)t3 

4 3&*»j**n, L*fci*afflfr3 6ic*^ 2 ia*«^-rs 

CItlCcfcSK 19124^2 HW<t*ttT-f 2 4rt 

[0 0 4 3] «IT, i4 (A) IC«TJ:5C 4^2 
1 OftfflWlZs X^ASfflO*JOSE=fA 1 2 At h 
1/y KzfAHfflO*UP«=fA 1 3 A<fc£rt, iNCfita* 

[0 0 4 4] -V2 A£4>^2 1 ti^tC 

^SS2 3<D?'( J r3r J r\l7 L >( 2 4 tC^flT* £ £ & 
fc, 4»^2 1G>«jL»3 ^P*9^H-3 6©^jg«5 3 

5 t^^JCct 0, K*^2 l«^-f +JB6»tt2 4rtfc 

;fet>TiEb<ffi«fc«>£n*. 

[0 0 4 5] JRSfe 2 3 9. §Ei3rt—9 

y^BVU y H^-f ir 1 ifc^^Sfl^a^jsEsn 

1:1*^2 l tt s b^ai»"r«>^tn«fcO» 
t*A-^<t2AU. *^2 ia>SfcJft£E'K"r*£ 

[0 0 4 6] jDfifl, flt»Sftfc+ffiO— a.--7^y^H 
y>JyH^tllfc (A) fC**r<t-5^&S2 

3*4MHU «!Sa*f2 1*B5 (B) IZtt^^oIZ 
m^To *P I ?2 l teffi»©«K4>tt< tt>4-pc^ir^^ 
>h2 1A-, 2 1 B-fcctoT»J«*nT*0. ¥S 

\zffi&6\z&mm#tf<hz>m'i>\z\*. mmzz.<D&&& 

ftoi'ttf^y h 2 6 fclftttrf. CO^ittliSRTt 

cassis*. 

[0047] S6icfi!icom3g*s^^"r 0 #0»m*. ^ 

?Bjt3 3A* 3 3ASWIfr3 6A, 3 6AtlJ:oT 
**ffi2 3Aft<*j££tt*&£fc<;:, ^©n*S2 3A 
£>*^h'5^ 2 4 Art 2 9^S(JIBrtS2M-3 6 A, 

3 6AtZttJ9SftTEBStUliaEtt»fta9t2 7*JMrt- 

[0 0 4 8] ffilMr-V tfx-r 2 4 AlCte, Mi2 3A 



(5) ^¥7 - 1 2 5 5 0 6 

8 

XttffiAK«fc0£*T*, 2 9 <0tt 

^»ja&an*. xc©4*/t-^ + 2At4 , f 2 9<t 

3 e «8*»4 a ^-2 9€r3l#tt*. 
[0 0 4 9] 

©flS«*B0 ^^ttfeJc. JM?»*«fi]±U a*r?BA 
te#«n * U£&< £ # b 5 o 
[0 0 5 0] ^2%^T^I)ffi*ftl:^^TH 

m<D*^££hlzmttL?ZZ£&^m£-TZ>?5&i-C&Z> 
[0®(Dffil§ife»BJl] 

[01] *58W©*<+©— *H«*^"i"WiBHT* 

a. 

[H2] *<D94*&&&t*9l&& , b t **'££*>iz\m 
[03] *=PG>iitf*> W^^t¥ffi0T* 

[04] m&^mzm^-tzmwm-c&K). (a) 

[05] (a) tt»»*as©*nb©*»» (B) tt* 
[0 6] ^^M©te©M^teBi^5. 

[?f^©Ri] 
2 *-f-f«* 

2 A 4£#A'— ^-f "fr 

3 p*g^@ 

40 6 ?8&P 
7 SUM 
9 m€M 
1 0 

1 1 faS 

12, 1 2 A s<-X3J±m 
1 3, 1 3 A hl/7 K^AJH 
1 4 *}JDfl5:*A 

16 'JA 

17 UA77>v 
50 19 'JA^-^B 
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2 1.29 1 =P=F 
2 2 ftftffi 

23, 2 3 a timm 

2 4, 2 4A 4^t:7^ 
2 7 iQBS/S^&S! 

C ^-r-v^ii® 



(6) 



7-125506 



70 



G £]JP 
HD 

HF 7 9>>*iSS 
HT *-r-V8frSK£ 

WD StrlJ 



mil 



[03] 




21A 



27B 



21A 




14] 



CA) 




[0 6] 




36A 



(B) 
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(51) Int. CI. 6 
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